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(57)Abstract: 

PROBLEM TO BE SOLVED: To provide a PET resin 
grip of a structure to be so inserted as not to blow up 
a container nor generate scuffings on a body wall 
surface when the hollow container is blow molded 
and simultaneously the grip is insert molded, not 
generating cracks on a container surface by the 
impact of dropping of the container. 
SOLUTION: The end faces of assembly protrusions 
14a and 14b rising up from installation arm plates 13a 
and 13b are formed into the arc-shaped smooth 
shape, and the front faces of the assembly 
protrusions are formed into the shape of bending to 
the side of a preform face and a number of channel- 
shaped recesses and projections 14d are formed to 
reduce contact areas, and flat edging faces are formed on the end edges inside the front 
faces, and the front faces of protrusions are processed into the satin shape 14f. 
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* NOTICES * 

JPO and INPIT are not responsible for any 
damages caused by the use of this translation. 

1 .This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2 **** s hows the word which can not be translated. 
3. In the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] Form the assembly arm board of a couple in the upper bed section and the soffit section of 
a handle plate, and it forms in outline horseshoe-shaped. Between said assembly plates which serve 
as a background of this height while protruding an assembly height on this assembly arm board 
outward, prepare a reinforced beam and it connects annularly. While making into a smooth radii-like 
configuration the end face of the assembly height which is the handle body which consists of 
thermoplastic synthetic resin formed in the drum section side-attachment-wall side of the hollow 
container made of synthetic resin possible [ assembly ], and was started from said installation arm 
board The handle body of the hollow container made of synthetic resin suitable for the blow molding 
characterized by coming it small to carry out area which establishes the groove concavo-convex side 
of a large number parallel to a lengthwise direction in the front face of said assembly height,, and 
touches preforming. 

[Claim 2] Form the assembly arm board of a couple in the upper bed section and the soffit section of 
a handle plate, and it forms in outline horseshoe-shaped. Between said assembly plates which serve 
as a background of this height while protruding an assembly height on this assembly arm board 
outward, prepare a reinforced beam and it connects annularly. Are the handle body which consists of 
thermoplastic synthetic resin formed in the drum section side-attachment-wall side of the hollow 
container made of synthetic resin possible [ assembly ], and the end face of the assembly height 
started from said installation arm board is formed in a smooth radii-like configuration. The handle 
body of the synthetic-resin hollow container characterized by coming to form a flat burster-trimmer- 
stacker- feature side in the edge section of the inside while forming much groove irregularity in the 
front face of said assembly height and lessening a touch area. 

[Claim 3] Form the assembly arm board of a couple in the upper bed section and the soffit section of 
a handle plate, and it forms in outline horseshoe-shaped. Between said assembly plates which serve 
as a background of this height while protruding an assembly height on this assembly arm board 
outward, prepare a reinforced beam and it connects annularly. It is the handle body which consists of 
thermoplastic synthetic resin formed in the drum section side-attachment-wall side of the hollow 
container made of synthetic resin possible [ assembly ]. While forming in a smooth radii-like 
configuration the end face of the assembly height started from said installation arm board, forming 
much groove irregularity in the front face of said assembly height and lessening a touch area It is the 
handle body of the synthetic-resin hollow container which a flat burster-trimmer-stacker- feature side 
is formed in the edge section of the inside, and is characterized by coming to process the front face 
of this height in the shape of crepe. 

[Claim 4] Said assembly height is the handle body of the synthetic-resin hollow container indicated 
to claims 1 or 3 characterized by being formed and becoming so that the front end side of the edge 
may become high slightly from a back end side. 

[Claim 5] The front face of said assembly height is the handle body of the synthetic-resin hollow 
container indicated to claims 1 or 4 characterized by coming to be formed in the field which inclined 
outward to the center line of preforming. 

[Claim 6] The front face of said assembly height is the handle body of the synthetic-resin hollow 
container indicated to claim 1 characterized by coming to form in a bow side which counters a 
preforming side thru/or 5. 
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[Claim 7] The handle body indicated to said claim 1 thru/or 6 is a handle body of the synthetic-resin 
hollow container characterized by injection molding polyethylene terephthalate resin and coming to 
be formed. 

[Claim 8] The hollow container with a handle which consists of polyethylene terephthalate resin 
which comes to carry out insert molding of the handle body made of polyethylene terephthalate resin 
indicated to said claim 7 by blow molding. 



[Translation done.] 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Field of the Invention] In case the invention in this application carries out blow molding of the 
preforming which consists of PET the handle made of PET which PET was injection molded and 
was especially fabricated on another object with respect to the hollow container with a handle which 
carried out biaxial drawing blow molding of the polyethylene terephthalate (PET) resin, it relates to 
the large-sized hollow container with a handle which it comes to fabricate to one by carrying out 
insert molding to the drum section of the body of a container. 
[0002] 

[Description of the Prior Art] According to a living standard improving in recent years, a lifestyle 
also changes and alcohol and the soft drink object of juice and others come to be daily consumed by 
the large quantity. The container of that the disposable mold of the container which holds this etc. is 
also cheap, and the product made of synthetic resin with easy mass production method comes to be 
used. While the weight also became heavy gradually and carrying of a container became 
disadvantage in connection with the configuration becoming large-sized gradually, also when the 
contents are poured out and moved from a container to a small container, it came to feel 
inconvenient. 

[0003] In order to make such a container with weight easy to be large-sized and to have, it is 
necessary to attach a handle to a container but, and generally, since it is the container fabricated from 
thermoplastics, such as polyethylene and vinyl chloride, in case the large-sized container with a 
handle which held the detergent currently used from the former, petroleum, etc. carries out blow 
molding of the container, the amount of bundle hand part can also fabricate it to the body of a 
container, and coincidence. 

[0004] However, although it is suitable for using it, holding a detergent, petroleum, etc., since an 
additive harmful to the bodies, such as a plasticizer, is eluted although it is used as a container of the 
ingesta which need sterilization heating like juice or other drinks, and a container deforms into it 
with heating the container which consists of the above polyethylene, vinyl chloride, etc., it is 
unsuitable. Then, as a container which needs to heat-sterilize the container filled up with ingesta in 
recent years, the container which carried out blow molding using the polyethylene terephthalate resin 
which can bear heat sterilization temperature chiefly is used increasingly widely recently. 
[0005] Furthermore, since the container which consists of PET is equipped with transparency, 
mechanical reinforcement, etc. which a possibility that the harmful quality of an additive may be 
eluted does not have, either, are rich in safety or gas barrier nature as a container which holds food, 
and were conventionally superior to elegance from the ability of blow molding to also perform not 
adding a plasticizer, it is used abundantly now at various applications. Especially drink articles, such 
as juice, are becoming indispensable as drink containers, such as juice, in the case of a PET 
container, since it is possible to give thermal resistance by performing a heat setting after carrying 
out blow molding, although thermal resistance is required as a container used for applications, such 
as it, since it is required to sterilize under an elevated temperature after filling up a container. 
[0006] However, it is dramatically difficult to carry out simultaneous shaping of a handle and the 
body of a container, and to use [ carrying out blow molding of the PET container equipped with 
thermal resistance and safety in this way ] them as a PET container with a handle like [ in the case of 
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polyethylene or a vinylchloride resin container ], at one, considering the property of PET. Therefore, 
if it is in the large-sized hollow container made of PET by which the current activity is carried out, 
when setting to blow metal mold preforming which consists of PET the handle fabricated on another 
object with injection molding etc. using dissimilar-material resin and carrying out blow molding to a 
hollow container, insert molding was performed simultaneously, and the approach of attaching to the 
drum wall side of a container has been taken. 

[0007] By the way, as a thing typical as a large-sized hollow container with a handle which consists 
of PET currently used from the former, what was indicated by JP,2-191 156, A is known widely. As 
the outline is shown in drawing 9 , from the attachment section 53 which made the longitudinal 
direction project from grip Itabe 52 and its ends, fabricate the thing of a configuration which formed 
the projection 54 at the head of the attachment section of the handle body 51 formed in outline 
horseshoe-shaped in the direction of outside on another object with injection molding, such as 
polypropylene resin, and it is set. In case blow molding of the preforming which carried out injection 
molding of the PET is carried out to a hollow container with a blow molding mold It attaches 
simultaneously by performing insert molding to the crevice 55 for bundle net income attachment 
formed in the drum section up side-attachment-wall side of the body 50 of a container in said handle 
body 51. The projection 54 of said handle body 51 makes it engage with the innermost part of the 
vertical side of said bundle net income attachment crevice 55, and it fabricates in the hollow 
container with a handle which it is equipped with a handle body 5 1 and becomes so that said grip 
Itabe's 52 lateral surface may turn into lateral surface of a container drum section, and the same field. 

[0008] By the way, the handle body 51 which carried out the typeface of above KO is simple to be 
able to fabricate easily and cheaply, since structure is easy, and to attach it in the drum wall section 
of a container. However, the container which attached such a handle body When a container falls by 
appearance to which the side in which the handle was attached collides with a floor line in the drop 
accident by the inattention at the time of the collapse of cargo piles and activity in the middle of 
haulage etc. Since the grip Itabe 52 page bent so that ends might open in response to impulse force, 
the impulse force will concentrate on the 54th page of the projection of the attachment section 53, 
and there was a problem of being easy to generate a crack into the part concerned of a container. 
[0009] Then, although what improved such a fault is considered [ that it is various and ], there are 
some which are indicated to JP,7-223254,A as the example. As roughly shown in drawing 8 , in 
order that those containers may attach a handle body 61 to the vertical side of the bundle net income 
attachment crevice 67 formed in the drum section of the body 60 of a container To the annular 
handle body. 61 which the couple formed successively at the vertical edge of the tabular bundle hand 
part 62 grappled, and carried out the shape of a piece of a plate between the front end sections of 
Plates 63a and 63b and which grappled, connected with the beam plate 65 and was made into the 
outline ellipse form While protruding upward protruding piece 64a on the front end section of said 
plate 63with Kamigumi a, polypropylene resin etc. is injection molded in the structure which 
protruded downward protruding piece 64b on the front end section of plate 63with lower class b. 
[0010] The handle body 61 fabricated in the above structures is in the condition held in the metal 
mold of well-known blow molding equipment. Insert molding is carried out at the same time it 
carries out blow molding of the preforming which consists of PET to a hollow container within blow 
metal mold. It fits in, upward protruding piece 64a which said handle body 61 clinched the vertical 
side of the installation crevice 67 formed in the drum section up side-attachment-wall side of the 
body 60 of a container, and was prepared in it at the plate, and downward protruding piece 64b are 
fixed, and it is fabricated by the large-sized container with a handle. 

[001 1] Thus, the fabricated large-sized container with a handle Since there is no Lycium chinense 
with backlash between a handle body 61 and the body 60 of a container, are attached so that a handle 
body may fall out and it may not come out, and the upper and lower sides grapple, it grapples 
between plate 63a and 63b and the beam plate 65 is connected Since a container falls from the 
bundle hand part 62 side to a floor line, the strong outward force acts also on a carrier beam case at a 
plate with a vertical group and spacing does not transform direct impulse force into it at a bundle 
hand part It is the large-sized container with a handle which was dramatically excellent in safety, 
without it seeming that a crack occurs in a container in an assembly part. 
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[0012] However, processing of trash, such as a container discharged by the large quantity with mass 
consumption, comes to serve as a social problem, a deployment of a resource comes to be called for, 
and it ****s to like in self-governing bodies all over the country in recent years for recovery and 
recycling of the various containers used as used or other articles to be performed. Then, it is 
indispensable requirements to take out only the pure and simple PET which does not contain an 
impurity from the trash which collected the PET containers of a large quantity collected by 
becoming used in order to have enabled it to reuse-ize effectively as an industrial resource (recycle) 
in order to meet the want of such a self-governing body, and the PET which the foreign matter mixed 
does not have the value as a rework. 

[0013] however, for the product of various kinds of entering [ by which the current activity is carried 
out ] a PET container Printed various labels are stuck, the metal is used for the lid for seal, and the 
resin of construction material which is [ polypropylene ] different is used for the handle body. If 
compared with various kinds of products currently manufactured in consideration of the recycle as 
an industrial resource, there are many problems and smooth recycle-ization as a resource is 
obstructed. 

[0014] If a foreign matter mixes in the collected PET, since the value as a rework will be lost, as a 
means to take out and collect only pure and simple PET Although it is possible and it is possible by 
dissolving and dissociating with caustic alkali of sodium to separate into separating a polypropylene 
metallurgy group with specific gravity in order to separate ink, paper, etc. from a PET container with 
a label Since a large-scale facility for that purpose is needed, for a small recycle contractor, costs 
start a facility too much, and it has become an impossible situation to collect only pure PET. 
[0015] In order to solve the above troubles, it faces forming a PET container with a handle, and the 
PET of the same construction material is used for a handle body with the body of a container. 
Further It is optimal to use PET also for the parts of a seal lid or others, and to fabricate the whole 
container by PET. On a label If the means of using the tuck label which is easy to remove from the 
body of a container is taken, even if facilities are few contractors, recycle becomes possible, and the 
container which fabricates all the parts of a container by PET needs to be developed so that the reuse 
as an industrial Tesource may be possible. 

[0016] Then, after carrying out injection molding of the handle body which carried out current and 
the general configuration made of polypropylene (PP) resin currently used with the large-sized 
container made of PET with a handle by PET, according to the conventional blow molding approach, 
insert molding of the handle body made of this PET was carried out, and the prototype attached in a 
large-sized container was performed. [ most ] First, when insert molding was performed and the 
handle body was attached in the drum section of the body of a container while carrying out blow 
molding of the preforming which consists of PET after fabricating the handle body which carried out 
the typeface of outline KO of the same structure as having used for the container shown in drawing 8 
with injection molding of PET, and setting this handle body to the metal mold of blow molding 
equipment as usual, the following troubles occurred. 

[0017] (1) As a result of carrying out insert molding of the handle body which consists of PET by 
blow molding and attaching in a container drum section, it exploded from the part which a handle 
body and preforming contact, and almost all containers have split. (The PET heated more than the 
glass transition point) it is because joining nature comes out mutually and a handle body, 
preforming, and slipping of a between get very bad, and came to have attached with adhesives 
preforming heated to near the 120 **. Since slipping between (2) PET was very bad, when the 
container currently fabricated was also able to do a blemish in the part to which a handle body and 
preforming contacted in the middle of shaping and was fabricated by the container, it was expanded 
several times, and became poor in appearance. 

(3) Although the upside side inside the installation height of a handle body has bad formativeness in 
case blow molding is carried out, since, as for a bottom side, formativeness became good, this lower 
part deformed, as an arrow head showed according to the impulse force at the time of drop, and the 
crack generated it from this part while the notch section 59 occurred, as it becomes depressed and 
was shown in drawing 10 . 

[0018] Thus, the handle body which consists of different-species construction material, such as a 
product made of PP resin by which the current activity is carried out Even if it is going to carry out 
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blow molding of the preforming of PET by the same approach as usual and is going to attach in a 
container drum section by insert molding only what only replaced with PET and was fabricated that 
a vessel wall explodes at the time of blow molding ****_. a handle body and preforming — grind — 
it turned out that a blemish occurs, and the problem of a crack occurring in a vessel wall by the 
impact arises when a container falls further. 

[0019] Then, as a result of considering the cause which a trouble which was described above 
generates, it turned out that it is based on the following reasons. 

Since the height grappled and the handle body which has the conventional structure about the cause 
by which slipping of (1) worsens had started from the plate vertically, when the height was too high, 
the hole vacancy occurred from a part for the corner of a height. Moreover, it was unrelated to the 
location of right and left of a height, and it exploded from the height upside according to the process 
condition, and the location which a hole vacancy generates exploded from the bottom. 
If the amount extended after preforming which carries out expansion deformation about the cause 
which can do a blemish in preforming of (2) contacts a handle body is large, a container will become 
easy to explode at the time of shaping. That is, it is because the amount extended after preforming 
touches a handle body will increase if the dimension of the direction of a path of a container 
becomes large, so a container becomes easy to explode. Moreover, since it is attached to a handle 
after it will rub if the distance of the handle body in a die and preforming is near, and preforming 
will be extended, if a blemish generates and is cheap and distance becomes far, it becomes thin meat 
and becomes easy to explode, and installation reinforcement on a knob falls. That is, if the distance 
between both is brought close, it will be hard coming to carry out a burst, but if distance is too near, 
it will rub at the time of shaping and a blemish will occur. 

(3) Since it becomes easy to generate a crack from the part concerned since it will deform so that the 
ends of a handle body may open and the force will concentrate on a height, if it falls and impulse 
force is received by the grasping soma, when the structure of a handle body is carrying out the 
typeface of KO about the cause of the crack at the time of drop, and buckling of a drop impact 
occurs on the background of the grasping section, it is easy for a crack to generate from a height. 
[0020] Since the handle body and the body of a container were the same PET, and slipping between 
the drum wall sections of the body of a container and the handle bodies which carry out expansion 
deformation was bad and tended to have exploded when insert molding of what fabricated the handle 
body which has the same structure as being shown in drawing 8 or drawing 9 based on the above- 
mentioned cause with injection molding of PET is carried out by the only same blow molding 
approach as the former, the following was tried in order to improve slipping of preforming. 

(a) Various surface treatment was performed, or lubricant, such as silicon, was applied on the surface 
of the handle body so that the front face of a handle body might be finished smoothly, but strong 
lowering was also accepted while, as for what the effectiveness as a moldability was not accepted 
and applied lubricant, variation was looked at by the installation reinforcement of a handle body. 

(b) Although the height of the installation height of a handle body was made low or it was made 
small, however since the installation reinforcement of a handle body fell and it on the contrary 
became easy to escape, it turned out that it is not practical. 

[0021] Then, in order to improve slipping between preforming and a handle body, as a result of 
examining many things about the structure of the handle body which consists of PET, the applicant 
has already proposed previously some invention which is the remedy as Japanese Patent Application 
No. No. 24466 [ 11 to ]. the handle body 1 1 which protruded assembly height 14' on this installation 
arm board outward while the fundamental thing of the above-mentioned invention prepared 
assembly arm board 13 ! of a couple, and 13' in the vertical edge of handle plate 12' and formed them 
in horseshoe-shaped, as shown in drawing 7 — 1 — setting — While forming the edge of assembly 
height 14' started from said installation arm board 13' in a form without the corner which carried out 
the smooth radii-like configuration and forming the front face of this height in the curved surface 
doubled so that it might become the peripheral face of preforming, and concentric circular Said 
13between assembly plates' which forms much parallel 14d [ of concaves ]' in this front face, and 
becomes the background of this height is connected in the shape of a bridge by reinforced-beam 15', 
and handle body 1 T is constituted. 

[0022] Handle body 1 1 1 which used and fabricated PET in such structure Since there is no comer in 
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the upper part and the lower part of a height of an assembly piece like before Generating of the 
blemish by the assembly piece is lost to preforming by which drawing blow molding is carried out, 
and the area in contact with preforming is small, and the front face of a height is that Q f **********. 
Breakage by the impulse force at the time of drop of the container which there could be little 
resistance compared with elegance conventionally, and the moldability could become good, and 
could prevent the drum section of a container exploding at the time of blow molding, and was 
fabricated can also be prevented. 

[0023] And since above-mentioned handle body IT is formed in a curved surface where the front 
face of the installation height 14' becomes the periphery of preforming, and concentric circular 
Although the front face of this height can be made into various configurations and surface area can 
be made small while being able to hold in a die so that the distance between Preforming P and height 
14' of the handle body installation section may be kept constant as shown in drawing 7 since the flat 
burster-trimmer-stacker- feature side is established in the periphery section of the front face of a 
height — preforming and the frictional resistance of a between ~ grind, since there is a limit in 
making a blemish small and careful caution is needed for shaping When the invention in this 
application adds and has amelioration in the above-mentioned invention further, it relates to the 
handle body simply made into the structure where the object and effectiveness of the above- 
mentioned invention can be attained. 
[0024] 

[Problem(s) to be Solved by the Invention] The invention in this application loads with preforming 
which comes to form PET from the PET heated to the temperature in which blow molding is 
possible, and it was made to soften in the blow molding metal mold with which it was equipped with 
the handle body which carries out [ the handle body ] injection molding and it comes to form. By 
carrying out insert molding of said handle body to a container at the same time it carries out blow 
molding of this preforming to a hollow container In case blow molding of the large-sized hollow 
container which attached the handle body which turns into a body of a container made of PET from 
PET is carried out, slipping between preforming by which drawing expansion is carried out in the 
structure of the handle body attached is made into the improved configuration. While making it a 
container not explode at the time of blow molding, blow molding can be carried out so that the 
abrasion by the handle body may not occur in the drum wall side of the body of a container. 
Moreover, the fabricated container with a handle aims at offering the handle body whose installation 
was enabled so that a crack might not go into the wall surface of a container by the drop impact, 
when a handle body does not escape from the body of a container and it falls, even if strong external 
force is added. 
[0025] 

[Means for Solving the Problem] In order to solve a trouble which was described above and to attain 
the object, this invention While forming the edge of the standup of the height which installs the 
structure of the handle body which consists of PET in the assembly plate in the smooth configuration 
which curved in the shape of radii A concave is prepared in the field where preforming and a height 
contact, or it forms so that it may form in the concavo-convex side which carried out the shape of 
crepe and a touch area may become small, and slipping between preforming and a handle body is 
improved. Furthermore, the handle body which has the installation height which said height made 
the edge of the hemihedry of the side in contact with preforming the structure formed in the shape of 
[ which was slightly made higher than the edge of the hemihedry on a background ] a level 
difference, and made small resistance which preforming contacts is constituted. 
[0026] Moreover, in order to make it a crack not go into the wall surface of a container by buckling 
of the bundle hand part by the impact at the time of drop, a reinforced beam is prepared in the shape 
of a bridge between the assembly plates of a handle body, and it is made cyclic structure, and is 
made for an assembly plate not to deform, and between preforming and handle bodies — grind — in 
order are alike and to make it the abrasion of the based container side not occur, only a suitable 
distance keeps away both spacing, it sets in a die and insert molding is carried out so that it may 
become the most uniform possible distance. 
[0027] 

[The mode of implementation of invention] As shown in drawing 4 , while the invention in this 
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application forms the assembly plates 23a and 23b of a couple in the vertical edge of the handle plate 
22 held by hand, forms them in horseshoe-shaped and protrudes Heights 24a and 24b on this adapter 
plate outward While forming periphery section 24c of a height 24 which starts from said assembly 
plate 23 in the shape of [ smooth ] radii in the handle body 21 which formed the reinforced beam 25 
in the shape of a bridge, and constituted it between assembly plate 23a and 23b The handle body 21 
to which prepare 24d of concaves of a large number thin on this height front face in a lengthwise 
direction at parallel, and it was made for surface area to become small is fabricated with injection 
molding of PET. 

[0028] After equipping with it in the blow molding metal mold 10, and loading said shaping metal 
mold with what heated the preforming P fabricated by PET to the temperature in which blow 
molding is possible, and was softened, the large-sized hollow container with which said handle body 
21 consists of PET by which insert molding was carried out to the drum wall section of a container is 
fabricated [ as the handle body 21 which it comes to fabricate as mentioned above very is shown in 
drawing 1 , ] by performing the usual blow molding actuation. Thus, although it can prevent a 
moldability's becoming good in good and the drum section of a container exploding at the time of 
blow molding and can also prevent breakage of the container by the drop impact, the fabricated 
hollow container with a handle has the thing to depend on a handle body and which it rubs and a 
blemish generates also in the fabricated vessel wall, cannot be said to be still perfect, but has the 
room of a device. 
[0029] 

[Example] Then, some examples about the large-sized hollow container with a handle which consists 
of PET which is this invention are shown, and it explains, referring to a drawing below. 
As the handle body of the example 1. invention in this application is shown in drawing 6 , while 
preparing assembly plate 23' of a couple, and 23 1 in the vertical edge of the handle plate 22' part held 
by hand, forming in horseshoe-shaped and protruding height 24' on this adapter plate outward this 
assembly plate 23, while making 'periphery section 24c to which said height 24' starts from assembly 
plate 23 f in handle body 21' which prepares reinforced-beam 25' in the shape of a bridge, and 
constitutes it in between 1 into a smooth radii-like configuration Handle body 21' of the structure 
which made as small as possible surface area which prepares thin 24d [ of concaves ]' of a large 
number parallel to a lengthwise direction in this height front face, and touches preforming is 
fabricated with injection molding of PET. 

[0030] the large-sized hollow container in which the handle body which the usual blow-molding 
actuation is performed after heating the preforming P which used PET for the this shaping metal 
mold after are alike in the blow-molding metal mold 10 and equipping with handle body which it 
comes to fabricate as mentioned above 2l\ as shown in drawing 1 , and was fabricated to the 
temperature in which blow molding is possible, softening and loading, insert molding of said handle 
body 21' is carried out to the drum wall section of a container, and becomes a container from PET 
attached fabricates. 

[0031] Thus, since the fabricated hollow container with a handle had the small resistance received 
from an assembly piece and its moldability was good in case the drawing blow of the preforming 
was carried out, since it was formed in the shape of [ with the smooth edge of the height of the 
assembly piece of a handle body ] radii, it was able to prevent the drum section of a container 
exploding at the time of blow molding. However, in the vertical edge of the height of said handle 
body, since there is a corner of many concaves, the breakage by the corner of this concave rub, a 
blemish occurs, and the appearance as a container is not good, and according to the impulse force at 
the time of drop cannot be declared to the fabricated vessel wall that there is nothing. 
[0032] As shown in example 2. drawing 4 , while forming the assembly plates 23a and 23b of a 
couple in the vertical edge of the handle plate 22 and forming in horseshoe-shaped In the handle 
body 21 which protruded Heights 24a and 24b on this adapter plate outward, and the reinforced 
beam 25 prepared in the shape of a bridge between said assembly plate 23a and 23b, and was 
constituted While said heights 24a and 24b form edge 24c which starts from the assembly plates 23a 
and 23b in the smooth field which curved in the shape of radii While making small surface area 
which touches preforming by forming the front face of this height in the bow side doubled with the 
appearance side of Preforming P, and forming 24d of thin concaves of a large number still more 
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nearly parallel to the bow side of said height in a lengthwise direction PET was injection molded and 
the handle body 21 of the structure which trimmed the edge of the side which touches the reinforced 
beam of this bow side to flat field 24e was fabricated. 

[0033] Thus, as the fabricated handle body 21 was shown in drawing 1 like an example 1, after 
setting to the blow molding mold 10 and equipping with the preforming P which carried out injection 
molding of the PET in this die, blow molding actuation was performed, insert molding of the handle 
body 21 was carried out to the drum section of a hollow container, and the large-sized hollow 
container with a handle was fabricated, consequently, most things which a container explodes at the 
time of blow molding are lost, and are based on a handle body — grind — although generating of a 
blemish decreased dramatically compared with the example 1 — however — a little — or — having 
generated on the wall surface of a container was admitted. Although preforming became being easy 
to slide at the time of blow molding since the assembly height 24 made small surface area which 
touches preforming as the cause, it is thought that it is one still a little with the strong resistance at 
the time of being extended after preforming touches a projection side first. 

[0034] As shown in drawing 5 , in order to make the configuration of the installation height of an 
example 3. handle body into the structure to which 24g of front end sides of the edge of said height 
24 became high slightly from 24h of back end sides The shaping metal mold which has the handle 
body 21 in an example 1 and an example 2, and structure same with having fabricated 2V The handle 
body 21 as shown in drawing 5 was fabricated by forming in the structure where 24g of upper bed 
edge surfaces in the front half of said height 24 becomes high slightly from 24h of upper bed edge 
surfaces of a rear half on both sides of plane-of-composition 24k of a rate mold, and injection 
molding PET in this shaping metal mold. Then, after setting this handle body 21 in blow molding 
metal mold like the example 1 and the example 2, insert molding was performed to the drum section 
of the hollow container which carried out drawing shaping of the preforming, and the large-sized 
hollow container with a handle which consists of PET was fabricated. 

[0035] Consequently, preforming which carried out the expansion drawing while touching the front 
face of the height of a handle body was able to obtain the result better than what it was fabricated by 
the hollow container, without exploding at the time of blow molding, and was fabricated in the 
example 1 of an example, and the example 2, without wearing the wall surface by the handle body 
and accepting most blemishes. It is thought that preforming contacted and extended by the height 
side of a handle body as the reason became a good wall surface without an abrasion as a result of 
being fabricated without attaching a blemish, since expansion deformation is carried out in the 
condition of having separated from the edge of a height, without touching 24h of end-half sides in 
the place beyond 24g of first half sides of the head edge of a height 24. 

[0036] After injection molding PET like the example 4. example 2 and fabricating a handle body 11, 
sandblasting processing was performed to the front face of the heights 14a and 14b of this handle 
body, and as shown in drawing 3 , the handle body 1 1 which made crepe-like 14f to the height side 
was fabricated. And as shown in drawing 1 , after setting this handle body 1 1 to a blow molding 
mold, like the example 1 , insert molding was carried out to the drum section of a hollow container, 
and it fabricated in the large-sized hollow container with a handle. 

[0037] Consequently, while it was almost lost that a container explodes at the time of blow molding, 
the container wall surface by the handle body was able to be worn, most blemishes were able to be 
lost, and the result still better than the case in an example 2 was able to be obtained. Moreover, when 
sandblasting processing was similarly performed about the handle body used in the example 1, the 
result better than the case in an example 1 was obtained. Since the front face of the height of a 
handle body is formed as the reason 14f of irregularity- like sides small in the shape of crepe in 
addition to 14d of concaves and drawing shaping of the preforming is carried out in contact with the 
small convex side, it is thought that the frictional resistance force becomes very small and it is easy 
to fabricate. 

[0038] Also about the handle body 21 (12) fabricated in the example 5. example 3, sandblasting 
processing was performed to the front face of the height 24 (14) like the example 4, and after [ small 
in the shape of crepe ] carrying out concavo-convex formation and setting to a blow molding mold as 
shown in drawing 1 , like the example 1, insert molding was carried out to the drum section of a 
hollow container, and it fabricated in the large-sized hollow container with a handle. Consequently, 
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without a container exploding at the time of blow molding, the container wall surface was able to be 
worn, the blemish was also able to be lost and the result still better than the case in an example 3 was 
able to be obtained. From this, it has structure of the height of a handle body as [ become / the upper 
bed edge surface of a front half / slightly / from the upper bed edge surface of a rear half / high ]. by 
lessening shortening time amount which preforming extended by the edge of a height contacts, 
simultaneously area to which preforming contacts the front face of a height It turned out that it 
becomes small much more about the resistance to preforming extended, the slipping nature between 
both becomes good, and a drawing moldability is raised. 

[0039] From the above experimental results, when the end face of the assembly height with a group 
of a handle body forms in the shape of radii By [ in the corner of preforming by which drawing 
expansion is carried out rapidly ] being able to rub, being able to abolish a blemish, and being able to 
prevent a burst, and forming the front face of this height in the shape of irregularity, and lessening a 
touch area with preforming By being able to lose the burst by factional resistance and forming the 
front configuration of said height in preforming and the field where concentric curved further hold 
the distance of a height and preforming extended to a proper uniform thing, and grind it — the 
conclusion that generating of a blemish and a burst can be prevented and a burst can be prevented by 
preparing the wall which prevents a fault drawing in the tooth back of said height was able to be 
obtained. 

[0040] In addition, although explanation which used the sandblasting processing method in the 
above-mentioned example although the front face of the installation height of a handle body is 
finished in the shape of crepe was given It is not restricted to the sandblasting method and the 
invention in this application can also use the flame processing method, an electron discharge method, 
etc. Moreover, it cannot be overemphasized that the mold cavity side of injection-molding metal 
mold is formed in the shape of crepe, and you may make it make injection molding and coincidence 
to the height front face of said handle body in the shape of crepe. 
[0041] 

[Effect of the Invention] Since it was smooth and, as for the handle body which has structure like the 
invention in this application, frictional resistance made the height which is the assembly section to 
the container which touches preforming which carries out drawing expansion the very small 
configuration Even if it is the case where a handle body and the body of a container consist of same 
resin ingredients When carrying out blow molding especially using polyethylene terephthalate resin, 
without the height and preforming of a handle body having pasted up immediately, or making an 
abrasion to preforming, it became possible to fabricate a hollow container with a handle, without 
generating the burst of a container. 

[0042] Moreover, since the process for classifying although the collected used container is reused, 
since it enabled it to fabricate a handle body and the body of a container using the same resin 
ingredient, and the facility of the invention in this application are less necessary, it can reduce the 
costs of recycle and can make reuse as a resource easy. 

[Translation done.] 
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DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] It is drawing of longitudinal section which carries out insert molding of the handle body 
of the invention in this application. 

[Drawing 2] It is the cross-sectional view of the shaping metal mold shown in drawing 1 . 
[Drawing 3] It is the perspective view (a) and top view (b) showing the first example of the handle 
body of the invention in this application. 

[Drawing 4] It is the rear view showing another example of the handle body of the invention in this 
application. 

[Drawing 5] It is an enlarged drawing explaining the installation height of the handle body of the 
invention in this application. 

[Drawing 6] It is the rear view showing other examples of the handle body of the invention in this 
application. 

[Drawing 7] It is the perspective view (a) and top view (b) showing the advanced technology of the 
invention in this application. 

[Drawing 8] It is drawing showing the example of precedence of the handle body of the invention in 
this application. 

[Drawing 9] It is drawing showing a large-sized hollow container with a well-known handle. 
[Drawing 10] It is the explanatory view of the vessel wall which prepared the handle body shown in 
drawing 9 . 

[Brief Description of Notations] 
1 1.1 r.21.21\ Handle body 
13.13a.13b. Assembly plate 
14.14a.14b.14 1 . height 
14d.l4d\ concave 
14f. crepe 

The front face of a 14g.24g. height 
14h.24h. height rear face 
14k.24k. Plane of composition 
15.25. Reinforced Beam 
12.12'.22.22\ Handle plate 
23.23a.23b.23\ assembly plate 
24.24a.24b.24\ height 
24c.24c f . periphery section 
24d.24d\ concave 
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[Drawing 2 ] 

10 |i 




[Drawing 3] 



http://www4.ipdl.inpit.go jp/cgi-bin/tran_web_cgi_ejje 5/8/2007 



JP,2000-335584,A [DRAWINGS] 



Page 2 of 5 




(b) 




14 h 13a 

[Drawing 4] 



24c^ 
24e- 



21 



25 



24e. 



24d 




,23 a 
24a 



22 



24b 
23b 



[Drawin g 5] 



http://www4.ipdlJnpit.gojp/cgi-bin/tran_web_cgi_ejje 5/8/2007 



• JP,2000-335584,A [DRAWINGS] 



Page 3 of 5 



21 (II) 




25(15) 



22(12) 



[Drawing 6] 



21' 



23'- 



4 



Will! 



22- 
25- 



> \ 



24c' 




[Drawing 10] 
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[0 0 2 3] ■?• ±fEffi¥<*l 1' tt, *©W»)#. 

it^Egu 1 4 ' (omwtfzfv 7 * - z»©*m i: Wi&ntt 

{C, 7 P U7^--APi:ffi^^!3WtHI5©^|ag|31 4" 30 
[0 0 2 4] 40 

mwbm&L& b t-rsmm *msmit. pet® 
LsbtcPET®mfrt>BtitLx%i%'7V7*-]±*mm 
v. p e T®mm<Dm&*mc p e t 

•3f*ttenSffl#(*:©*JS*®#»3SSnS7*U7*- 
Afc©P^©m0^< Lftf&WcLT, ra-«K 50 
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[0 0 2 5] 

l»aLTlW*itiaf*fc»t, *KO«Wttx PET 

^iggi3©s:^±^ o ©»a5*nga«fc:}«ft urcme 

T»ttffia»Vh3 < &3 <fc 5 fcfctf LT, 7'J 7 * - A 

[0026] zrc, mTm<Dffimc£z>m^<D^vi7 
u > * o §s©siBKfta*^ e a v>«t -5 1 -r s 

rwK«jfifc LT-, mwmwmz u*^ <t 5 ic-r *„ 

*LT, 7 , U7*-AfcJe#i*fc©MT*©^WcS^< 
[0 0 2 7] 

[fg^©^SS©SI^] *ilfS0^t±^ Pk.^04^^TJ: 
9 ¥T'iity*B¥ffi 2 2 ©±T*a5K-»Ofif*^« 
2 3 a, 2 3b^tT3©mMlT> KflXOtt 
lt*fc^e«2 4a. 2 4 bJ&^lRjtfC^jSfSfcW 
fiWtSi 2 3a, 23b fflMmm 2 5 ^7 U -v 

2 3^5ic5±^S^jefB5 2 4 ©]g^g|5 2 4 c«?»63{P 

HP2 4 d*«D5riftlc 3 FffIi:«tfTaiBatf/|^<fta 

j; a ic Ltzm^fc 2 1 % p e t ®m<DMmsmic 

BtZo 

[0 0 2 8] ^LT, ±E©J:5fcia»LT»SflS*ft 
2 1*. Hlfc^-r«fc5»ctT, 7a-$0£I/l 0ft 
P E T^Bi{c«fcfjfig®L^7'U7*-A 

p*7v-ffimm%m.mciim. MtLt&n*. m 
h^sn^p e t unfits js* ^aitfiffi8w*jajB-r 

fbVAJ: < * 0 7D~m^if KS»OJH»3WKHf *© 
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*K <* c t, T? * 5 fc\ fiJcJ£ L fcgSSK fe fc <fc 

a »n«*<fS£"r *«>©#&!>, ^^ire&atfii- 

[0 0 2 9] 

E&SSBlJ] *CT\ aMiO»9iT»*SPET««B3b»6ft 

SfeSfiffill. 2WKRWolS#fttt> 0 6 tc^-T J: ^ fc, # 
■effltrJE? S 2 2 ' ap»©±T«»f!:-#ofi(**t* 2 10 
3' , 2 3' *RttT3©*ttfcJBJ*LT* 

«23' mt«:ffi&K2 5' *ryyS?ttK:«tfT«l*1- 

§ffi¥^2 1 * kj^t* tuie^fegp 2 4 • wmmm 
2 3" A^i-5±^«JB«aP2 4 c* *natKo»6^ 

[0 0 3 0] ±IB©J:5tCritJBLTftSffi#{*2 r 20 
$\ 0 l fcaVfJ: 3 7n-«Il OrttcfcgS 
Lfdt, 15«£§y£ P E TMB*fflV»Tj»BLfc7*y 
7*-AP«rn-j«JBpr(||4ilfifcip«^ WfcLTg 
«LTfr5>jim©7o-j£^j£flWoT, MIEft2¥{* 

[00 3 1] C©J:dteLTl««LfeJE¥^*'t'2!S« 
«\ ffi##©tE^^M-©^fiSP©«B»^}t5^*n5tttt 
lcBf$.-$tlX^2><DX\ 7U7*-A#Ef$7a-£ft 30 

❖cfctfTSfc. LfrU SulBffi^©^gP©±T^ 
fctt, £»©|H]»©ftg|StffcS;fc«>fc:, f£^L^SSB 
fctt&H»©fc®£«J:S»lftfitffS£L"r, gfikLT 
©H$IS*.tf&<£<T, $fc, »T^©«*^»c«fc%« 

[0 0 3 2] HSS0IJ2. H4tejSf *$fc, fflfi2 2 
©±T«SgPfc-*f©fi#tt« 2 3a, 23b ZmVT n 
©^C^fiStfSfcWtC, K«?t)WttRfC^fiaJ2 4 40 
a, 2 4 b*fl.fl|*fcSfeRU WEfflWta2 3a, 2 

##2 1 lCft\,^X. HUlE^figP2 4 a, 2 4 btffflfttt 
S23a, 2 3 bfr£j£-5±tf5i!igfS2 4 c*P33M*fc: 

tt^J7*-i»P ©WBffifc^fa-frfcfclttiBfcJBjS L 
T, Hfc, t9IS§^eaiJ©*ftiBt!:{iJFfTft^»©«Bt>IHl 
»2 4dJ&*^riRitcjgjS"r5c4:fcJ:0, 7'J7*-i 

l^SSoM^ 
fcS-r3fl!l©»8B%¥fflfcffi2 4 e t»Wt) L/cH§)S© 50 
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«2¥tt2 1*. PET«JB*»ffi|jOBLT«»Lfe. 
[0 0 3 3] C©«fc5fcLTJi)cJBL;fc}E¥#2 1&, £ 

ami i tragic LTia i tc^-r<fc 5 7"a-^s 1 

0 fc-te? h Lfc», KjSfBMrtfc P E Ttfflgfc&tfJjSJg 

oT, SS^f*2 l^cp^f§©Mc^^-9--h^L 
TflS¥(**0*a!*ffiS»*J«JBLfe. *©*§£* 7n 

tfmtbZtitco ^(OIWMt LTW\ mtttt993B2 4tfi 
-?V7*-L>tcm+Z&mft*'b2< Lfc©T\ 7n- 

mmic^v 7*-i±tfm rd)\ 7vy* 
[0034] ^ssM3. ffl#H*©8tof*tt§8se»©»tt 

£.0 5 tC^T «fc 9 IC, luiS^ggP 2 4 ©ft&©f|)tfSBD 
2 4 g«l2 4 h «fc0^fcBf<aofe«jtfcf a 
fc»fc* U»J l Stf^JSM 2 &c^tt3ffi¥ft 2 1,2 

fij<3§y©&£®2 4 k*»E/u-eWI3«fi»2 4©fif¥# 

©±as« 2 4 g mmft<o±mm 2 4 h <k 9 mmc 

PET$J^Stm$Jgf 5 D> 12 5 ic^f J: 5 

&ffi¥ft2 l^T, §S}S¥ft2 1*, £ 

S601J 1 Rtf5*E«W2 fcraatfc^n-rtJgAfflrtfc-fe-y h 

[0 0 3 5] ffi¥fr©^iag|5©^ffitcgL4 
d;5g®©^n^i?,{5i:^ifl!Ii6e)n•r^^:, ^080!l 1 R 

umrnm 2 tc»vTjsjgLfet©«t •? t &^msi&m& 

S»LTffi#Snsyy7*-Att, &SfflS2 4©$fc«8 

na5©tu¥ffi2 4 gZMx.rctc?>x&¥m2 4 htc« 
sr a c i: a < , ^eau©»8P*> e> mnrzvmxwmm. 
m § ©r% fi*^t < c 1 1, ^ < iSigsnsigE « 0 

[0 0 3 6] &6S094. HJS0!2 4:ratttcLTPET«f 
^jgg|3l4a, 1 4 b©^SlC-9"^K7-7^hial*SS 

lt, 03tc^-r<fcotc, ^eeuB5*s!«tt 1 4 f tc{± 
[0037] ^©iem> 7 , a-«m«Fti:s«^?tta-rs 
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©»lft«t>SfcA,£&<&»K mMM2lcmf%m£& 

ffitfPaSIl 4 dlcftnxTSifcttM^&HCMl 4 f 

[0 0 3 8] 5. *Stff|3fc»^Tj«JgLfeJB# 10 

#2 1 (12) (cHLTfe, ^©^iEgfl2 4 ( 1 4) © 

%micnifcm4tmmcyy\ : 77Xhi}QX*MLxm 
mmc>b-$%w{hBf$.Lxfrtz>, 0 1 ic^-r^t^n 

g=fc, ^SiB©»n«t> n 

©±ffi»iBtf &¥#©±«S»iB«J: D dfr fc ffi < 4 £ <fc 5 20 

Zmft.Z'J>1t<?&C tic £0, 5S#*tl 
«7y7*-AfC*fT5&ffi*-8fc/hS<*^T\ PS 

[0 0 3 9] «±©J:9fc£IJ«§*fr6, JE#ft©fif* 
*fcK#«R8*n*^U 7*- A©PSftg|5T©$n{§£ 

4< LT»a*w±-racfc*^#, sjs, &££&© 30 

«iB*IHlfl«fc JB« LT7'J7*-A£: ©&&&©«*'> 
*<T*cfcfcJ:t), J: ret 

#T*t; Mse^gp©ttiffim^7U7*-A^ 

#Sft*7U 7*-Afc©ffi«*aiEfci3--fct>©K:# 

cttfxzx, src, KJia^jea»©^BSfciaii#*i»± 

[0 0 4 0] ft, ±KLfc£*0lR:»V>Ttt, ffi^ft© 40 

«of>f^^fiap©Sffi*3a%«tctt±tf *©»«:, -9-y F 
> FT^xhafcffisn* *>©•?«* <t\ ikifetaifc 

^S©*+kT-r^-®^%^fc^LTi/^T, iKfW 
[0 0 4 1 ] 

C»W©S!l*] «58ffi©J:3a#l£*LfciB#ftti, 
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Lfc©?% ffl^»4:SHBf*ftt^BI-©«tttf»*6«l 
A *MP&££* L It *) , 7 U 7 * - A £ IS *) mtfX t 
h»K*fflv^T7*n-«»-r*IRfc:, §gg©fifta*«4 

[0 0 4 2] $fc, *Sif&lBHu 
^-©»Bitffi*fflv^Tfi)tJB-rs CfctfT»S*J:5fcL 
fc©T% EURtfcffiffl»©Sf»*f¥PJffl-r*©fc^g!W- 
3fc«>©lgi:a&fllltf #gT?& < £5©T% 'J 7;U 

©n^fgitii z. ttfxzx, mmt Lxomm* 
im 1 ] *m&m<Dft^fo*jyv-hfm?5Mmm 

WX&Zo 

[0 2 ] 0 1 KjS-ri«JB^!©«WfriSH-P**. 

[0 3] :*«£IB©le¥f*©8§-£M!l*jS**«IB 

(a) t^-mm (b) T*&§„ 

[04] *TOW©ffl*fl^9J©*ESt«*^"ririifia-e 

[0 5 ] 2WH«W©«^#©«1 9 ffrtt£iB**KWM-S 
fi£*0T*&S o 

[06] *Biw3©jE¥ft©fi!i©*»w*is , rir®ia'? 

[0 7] *SSfl^©$tfTSffi^^-r^M0 (a) £¥® 

0 (b) T'S§o 

[08] a|cB»W©jH*»©ifcffffi|*^rHT**. 
[0 9] jgft©te¥tf#©*I!*££S&zR-$-B|-e& 

§0 

[010] H9tis-rft3#ft*ii»tfes«a©fwaH-e 

[«re©n*fcl»«] 

11. 1 r . 21. 2i". fti# ft 

13. 13a. 13b. fflf«f ttfi 

14. 14a. 14b. 14'. 

1 4 d . 1 4 d ' . WM 

1 4 f . sua 

1 4 g . 2 4 g . mm^ntsm 

1 4 h. 2 4 h. ^SgPftffi 
14 k. 2 4 k. 

15. 25. MSfiS 

12. 12*. 22. 22'. ffi^lg 

23. 23a. 23b. 23'. Utttttfc 

24. 24a. 24b. 24'. S^SgP . 

2 4c. 24c'. mmffi 
2 4 d . 2 4 d ' . mm 
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[07] [08] [09] 




(72)f£0J?# Hffl F *-A(#^t) 3E062 AA09 AB02 AC02 HA03 HB02 

mmtPrl^E^S 3 T a 2 S 6 ^ Mftg HB07 HC06 

^t^^lH^Trt 4F208 AA24 AD05 AD12 AD21 AD24 

AD25 AG07 AG29 AH55 LA02 
LB01 LB12 LG03 LG28 LH06 
LJ05 LJ22 



